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JC 
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Quantity Complété on This Work Order 


Quantity Incomplète on ThIs Work Order 


Further Processing Required Before Release 


Release to Stock as Components 
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CARGO BASKET HOOP FABRICATION - 76423 


k 


General 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2 - 
Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 


2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


WorkOrder: 
^ 
Complété 


I . 
(initial or SCA #) 
Date Open: 
naC ' ^ 
AO ^ 


73-04 
73-04 
73-04 ^3-04 
1. K Hoop Fabrication - 
34" hoop 
(rj 
(tj 
_ÛZ— 
(77 


a. Cut 34" X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 
fvD 
AO 
7o 
73-04 73-04 ^^04 (n"* 
2. 34 Hoop Machining-34" hoop - Handie Provisions (84262-01)02 
(77 
^ 


a. Start with Yi" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise Jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, S/16" (0.313) holes using S/16" (#4) centre drill through both sides in accordance 


with drawing. Run at SOO RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
AO 
^ /y^Complg!^ 
73-04 
m 
3. Yt Hoop Fabrication -1" hoop 
QZ 
^ 
/Ty 
07 


a. Cut 1" X 0.065 materia! to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 
g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


1. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 
^ 
AO 
AO 
AO 
7^ 
73-04 


i' ' 73 
73-04'^'04 
m 
4. /2 Hoop Machining-1" hoop 
qj QJ 
^ 


a. Start with 1" Vi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Yi" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 
g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
h. Tag in process hoop(s) and place into stock. 
AO 
^ 
rs-r,: 73-04 ''^04 ^3-04 ^^4 
5. Joint Préparation 
rn 
ng 
Ol 
^ 
a. Set 1" hoop in hoop jig. Insert Xz" hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto Yi" hoop. Trim Yi" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 
Aô 
Aô 
7^ 7^ 7^0^ 73.0^ ^3 


6. Welding - Lugs 
^ 0^ 
^ 
a. Insert two 76423-05 lugs((rnedium basket))or 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard fatrofTube usinfa C-clamp or vise. Attach 11" spacing jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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CARGO BASKET HOOP FABRICATION - 76423 
Aô 
^ ^ Complété 
^3-04 ^^-04 
(initial or SCA#) 
7. Welding - Handie Bushings - 
84262-01 
QB 
05 
/V) 
^AO 
a. Insert 84271-01 bushings into >2" hoop prepared in step 2. above. 
^3-04 
^3^04 
b. TIG weld bushing both sides, 2 bushings per hoop. 
OS 
O5 
c. Record bushing and welding rod PO/WO on attached rp^erial li^li^ 
73-04 ^3-04 
^'04 
^-04 /3,nyi 
8. Welding - Hoop Assembly 
05 
^>5 
^5 
ÇS 
-Ô5 


a. Insert 1" hoop from step 6 and Yi" hoop from step 7 into hoop jig. Seat YY' hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around Yz" hoop in slot. 


d. Cap Yz -1" tube joint with 76423-04 cap. TIG weld around cap. 
e. Record cap and welding rod PO/WO on attached mate^ list. ^ ^ 


7:- , ;4 ^3.04 
^3-0. 
9. Finishing and Inspection 
(ff 
rtj 
07 
Qj ^ 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: 


Date Opened:_ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Hoop Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


r 
76423-01 
Hoop - attachment (aft) 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, V/' x 0.035 Sqr. Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 
/ 6030- 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Weiding 


Step 6 
.2 
76423-05 
Stud 
1018 Mild Steel, 5/8" Dia. 


Step 7 
.2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
Q 0/6-/5 y 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


. AIR 
~ 
Weiding Rod 
ER70S-2 
/Vo33 


Step 9 
Finishing and Inspection 
None 


CARGO BASKET HOOP FABRICATION - 


General 
D- c> 


luâG" 
AP- 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the fOllowing drawings, at the current revisibn, for dimensions and détails: 


76423, Revision 2 - 
Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: (^Olh 
""CI 


Date Open: 
hjaP B'J 
M 
73-04 
07 
73-04 
_5Z_ 


AO 
73-04 
07 


Complété 


(initial or SCA #) 
Aô 
AO 
^3-04 
07 
^5-04 
07 
yi Hoop Fabrication - 
Vz" hoop 


a. Cut yi' X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 
^ f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


r' 
is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


I. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 
AO 
^3 
AO 
AO 
A 


2. 
Yz Hoop Machining-34" hoop - 
Handie Provisions (84262-01) 


a. Start with Yz" half hoop from step 1. 


-04 
01 
^>3-04 
-Of- - 


:0 
^^'04 


d. 


e. 


Setup manual milling machine with spécifie hoop vise jaw. Set XY 0 on far, right edge of Jaw 
(end of hoop). 


Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specifled on drawing). 
Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA#) 
3. 
Hoop Fabrication -1" hoop 
AD^-OT 
^P-O'7 


a. Cut 1" X 0.065 material to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. De-burr cut end using a sanding dise on a die-grinder ^i(^isc san^j^ 
Aô 
Ao 
^^04 
73-04 7^^ 
^' 04 ''^04 
4. 
Hoop Machining-1" hoop 
Ol 
nq 
J7 


a. Start with 1" ^/4 hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using 34" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
h. Tag in process hoop(s) and place into stock. 
fsO 
fvD 
^ 
73-04 73 04 73^04 73-04 ^^^4 
5. Joint Préparation 
CTI 
(Tî 
(jrf 
QT_ 


a. Set 1" hoop in hoop jig. Insert 34" hoop into 1" hoop, against side stop of jig. Mark slot location 
in 1" hoop onto >4" hoop. Trim 34" hoop with veù^al bandsaw if required, and shape to match 
slot with dise sander. 
7-5 _ 
^ 
^ ^ 
^3-04 
73.a 
73-04 
^3-04 
6. Welding-Lugs 
S' /onà 
a. Insert two 76423-05 lugs (médium basket) o^6423=Ob1ugs (long basket) into holes in 1" hoop. 
Seat flush with inboard face of tubgjjsmfTC^-clamp or vise. Atta^h 11" spacing jig with 3/8-24 


bolts to lugs. 
b. TIG weld ail amwecTbbth sides of lugs. 2 places. 


c. Recordjug-^nd welding rod PO/WO on attached material list. 
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CARGO BASKET HOOP FABRICATION - 76423 


7. 
Handie Bushings - 
84262-01 


AO 


_Û5_ 


AO 


3r-0' 
Welding 


a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


AD 
73-04 
-0S— 


Complété 


(initial orSCA#) 
AO 
H) 


05 
73-04 
05 


c. Record bushing and welding rod PO/WO on attached material lis 
AO 


8. 
73-04 
73^4 
.05^ 


K) 
73-04 
-05- 
73-04 
Welding - 
Hoop Assembly 
a. Insert 1" hoop from step 6 and Vi hoop from step 7 mto hoop jfg!^ Seat Vi" hoop intb slot in ï 
hoop. 


73-04 


b. 


c. 


d. 


9. 


Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
TIG weld around Vi" hoop in slot. 
Cap Vi" -1" tube joint with 76423-04 cap. TIG weld around cap. 
Record cap and welding rod PO/WO on attached rrjfi^rial list. 


^5-04 
oi— 
^3-04 
Qj_ 
AO 


^7 


Aô 
^^'04 
^3 
Finishingand Inspection 


a. Run i" lZ-lA tap through welded lugs. 


.Aô 


b. 


c. 


d. 


Grind inside surfaces flush at lugs and slot in 1" tube. 


Inspect hoop for conformity to drawing. 
Tag complété and inspected hoop(s) and place into stock. 
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Work Order: 90IG- H-7 


Date Opened: 
"2.0! 
(y 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


Step 1 
^jIA 
76421-01 
Hoop - standard 
4130 Steel, Yz" x 0.035 Sqr. Tube 


76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, 72" x 0.035 Sqr. Tube 
/ 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication - 1 " 
hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 


Step 4 
Machining 
None 


Step S 
Joint Préparation 
None 


Welding 


Step 6 
.2 
76423-06 
Stud 
1018 Mlld Steel, 5/8" Dia. 
-2.<D(S-é G 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
;<sn2.^ 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
/ 


. A/R 
~ 
Weiding Rod 
ER70S-2 
/V oos~ 


Step 9 
Finishing and Inspection 
None 


CARGO BASKET HOOP FABRICATION - 76423 


General 


Th^ese instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2 - 
Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
Complété 
, D 
r 
(lifritibl or SÇA#) 
if? 
73,n^ 
Date Open: 
^^04 73^ 73-04 07 ^^^4 
0? 
^^4 m 
^ 
1. 
Hoop Fabrication->2" hoop 
% 
Of 


a. Cut Y% X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


•t.'» 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 
AO 
Aô 
AO 
73-04 73-04 73-04 ^^'04 
2. 34 Hoop Machining-)4" hoop-Handie Provisions (84262-01) 0^ 
^ ^ ^ ^ 


a. Start with /4" half hoop from step 1. 
b. Setup manual milling machine with spécifie hoop vise Jaw. Set XY 0 on far, right edge of Jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 
before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA #) 
3. 
Hoop Fabrication -1" hoop 
AO-O^ 


a. Cut 1" X 0.065 material to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop Jig, mark for 60 degree cut on bottom end. Cut to length. 


I. De-burr cut end using a sanding dise on a die-grinder or dise sander 
pO 
^ 


7'^ ni 73-04^^'®^ 
73-(J4 
4. 72 Hoop Machining-1" hoop 
73-v__ '0- 
^ 
OL 


a. Start with 1" Yi hoop as stock. 


b. Setup manual milling machine with standard steel vise Jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using 7" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
h. Tag in process hoop(s) and place into stock. 
PO 
^ PO 
"m'' 
'3-04 
'3-04 
5. Joint Préparation 
V' 
07 
qtj 
CT! 
a. Set 1" hoop in hoop Jig. Insert 7" hoop into 1" hoop, against side stop of Jig. Mark slot location 


in 1" hoop onto Vi" hoop. Trim Vi" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


73~nA 
^3-04 
^^'04 ^3-04 
6. Welding-Lugs 
^ 
--^05 
Û5_ ^ 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs^tlong basket)^to holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise, i^ach-l-l^'^acing Jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 


Page 2 of 3 
12 December 2013 


CARGO BASKET HOOP FABRICATION - 76423 
AO 
AO 
Complété 
73-04 
^3-04 
73-04 (initial or SCA #) 
-7. Welding-Handie Bushings-84262-01 
^5 
Qfj 
, 
05 
AD 
a. Insert 84271-01 bushings into 34" hoop prepared in step 2. above. 
73-04 
73-04 
b. TIG weld bushing both sides, 2 bushings per hoop. 
05 
05 
« 
c. Record bushing and welding rod PO/WO on attachec^^terial Ij^ 
^ ^ ^ 


73-04 
73-04 
73-0^ 
73^/)^^ 
73-Oyê 
8. Welding-HoopAssembly 
—05 
O5 
-Og 


a. Insert 1" hoop from step 6 and Î4" hoop from step 7 into hoop jig. Seat Yi hoop into slot in 1" 
hoop. 
b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 


d. Cap Vi" -1" tube joint with 76423-04 cap. TIG weld around cap. 
e. Record cap and welding rod PO/WO on attached ni^rial list.(./v 
AD ^ 
AD 
/3-04 
73^4 
V 
9. Finishing and Inspection 
(Tf 
^ 
ut 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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M 


J 


Work Order. ■ 2.0!G -H7 


Date Ooene&.Ma rc^U 2. C>f é 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 1 
76421-01 
Hoop - standard 
4130 Steel, y/ X 0.035 Sqr, Tube 


S- 
76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, 72" x 0.035 Sqr. Tube 
/ 
-7:2. 


Step 2 
Machininq 
None 


Step 3 
1/2 Hoop Fabrication -1 " hoop 


. 1 
1" tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 
rj,ooQ^ 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Weidinq 


Step 6 
.2 
76423-06 
Stud 
1018 Mild Steel, 5/8" Die. 


Step 7 
.2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
r S'o'2-^ 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 


. A/R 
— 
Welding Rod 
ER70S-2 
/ ^00^ 


Step 9 
Finishing and Inspection 
None 


I 


CARGO BASKET HOOP FABRICATION - 76423 


General 
ÇôoipWie 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2-Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 
Complété 
m 
' 
i- 
» 
Date Open: 
73-04 73-04 73-04 73-04 73-(v 
07 
OT 
01 
en 
Oi 
1. 34 Hoop Fabrication - 
34" hoop 


a. Cut 34" X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 
^ 


ii. adjust upper stop for height if required 
' ^ K) Pù 
PO 
73-04 7:^04 73.04 73.0.: 73.94 
2. 34 Hoop Machining-34" hoop - Handie Provisions (84262-01) ^ 
01 
01 
01 


a. Start with 34" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise Jaw. Set XY 0 on far, right edge of Jaw 
(end of hoop). 


c. Drill 2 places, S/16" (0.313) holes using S/16" (#4) centre drill through both sides in accordance 
with drawing. Run at SOO RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oi| and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA #) 
3. 72 Hoop Fabrication -1" hoop 
AD-0~^ AO-C^ AD-Q"? 


a. Cut 1" X 0.065 material to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim al! the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop Jig, mark for 60 degree cut on bottom end. Cut to lenrth. 


I. De-burr cut end using a sanding dise on a die-grinder or ôlÇt sand^P ^ ^ ^ 
73-04 '3-04 73-04 73-04 73.04 
4. 
Hoop Machining-1" hoop 
^ ^ ^ 
5? 
? 


a. Start with 1" 34 hoop as stock. 


b. Setup manual milling machine with standard steel vise Jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X G. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 


with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Yt" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
h. Tag in process hoop(s) and place into stock. 
K) 
fsO 
pO ^ ^ 
73-04 73.04 73-04 73-04 73-04 
5. Joint Préparation 
01 
m 
CIL 
(77 
OTl 


a. Set 1" hoop in hoop Jig. Insert 
hoop into 1" hoop, against side stop of Jig. Mark slot location 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 
slot with dise sander. 
PO PO 
^ PO 
^ 
73-04 73-04 
73-04 
^^-04 
6. Welding-Lugs 
^ 
05 
05 
05 
a. Insert two 76423-05 lu^(medium basket)^ 76423-06 lugs (long basket) into holes in 1" hoop. 
Seat flush with inboard facè~Dftirbe-osrrtga C-clamp or vise. Attach 11" spacing Jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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CARGO BASKET HOQP FABRICATION - 76423 
^ 
Complété 
PO 
K 
PO 


73-04 
73- 
73-04 
05 
05 
05 
7. Welding-Handie Bushings-84262-01 
- 
73-04 73-04 
a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 
^ 
06 


b. TIG weld bushing both sides, 2 bushings per hoop. 
c. Record bushing and welding rod PO/WO on attached m^^ial list. 
PO 
AO 
73X ^3-04 73-0.. 73.04 '3-0.' 
8. Welding-HoopAssembly 
oe 
0^ 
^5 
QR 
06 


a. Insert 1" hoop from step 6 and 34" hoop from step 7 into hoop jig. Seat Yi" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 
d. Cap 34" -1" tube joint with 76423-04 cap. TIG weld around cap. 
e. Record cap and welding rod PO/WO on attached materiôOist. pO 
fkO 
73-04 73-04 73-O4 73-04 73.04 
9. Finishing and Inspection 
07 
07 
Q2_ 
07 
gj 
a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order; 


Date Opened;. 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
f4Ê<) Hoop Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


5 
76423-01 
Hoop - attachment (aft) 


Step 1 
M2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, y/ x 0.035 Sqr. Tube 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1"tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 
16 002. 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
. 2 
76423-05 
Stud 
1018 Mild Steel, 5/8" Die. 
Zo/S-^C, 
Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
isoz^ 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
/5-02S~ 


. A/R 
~ 
Welding Rod 
ER70S-2 
/HOOS' 


Step 9 
Finishing and Inspection 
None 


CARGO BASKET HOOP FABRICATION - 76423 
Cor^ple^e 
"-""S 


General 


These Instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2-Attachment Hoop 
84262, Revision 1- Handie Bracket Assembly 


Notes 
1. AIways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Date Open: 
I Cp 


WorkOrder: 'jC>ih n / 
Complété 


(initial orSCA#) 


Hoop Fabrication - hoop 
ADol- 


a. Cut 34" X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: 
^ 


il. Lower bend stop: i2mnr^ lc)3 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 
h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


il. adjust upper stop for height if required 


34 Hoop Machining - 
34" hoop - Handie Provisions (84262-01) 
<7** AT> Q S* Ap Q? 
qÇ 
- qC 


a. Start with 34" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of Jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 
before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 
d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA #) 
3. Yi Hoop Fabrication - 1" hoop 
àîQiŒT- 


a. Cut 1" X 0.065 material to 28.0", one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to ailow 60 degree cut. 


k. Using hoop Jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. 34 Hoop Machining-1" hoop 
A:P-rT^AQ 


a. Start with 1" 34 hoop as stock. 


b. Setup manual milling machine with standard steel vise Jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using 34" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
AOo'7 
APoT" 
a. Set 1" hoop in hoop Jig. Insert 34" hoop into 1" hoop, against side stop of Jig. Mark slot location 


in 1" hoop onto 34" hoop. Trim 34" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 
AD 
O 
Ai) £^7 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugs(flong basket}-mto holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise.Ni4ttaelrl3r spacing Jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA#) 
7. Welding-Handie Bushings-84262-01 
Ab 
4S>-o^ /if>^ A/l-o S.~ 


a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-Hoop Assembly 
/cfQ-oS' />/)-qt >4/) -g>S~ 


a. Insert 1" hoop from step 6 and 34" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 


d. Cap 34" -1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 
A0'<^ AD-cR- 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Order: 2^0! 
b ~'-i "7 


Date ODened:2-Z~r7orc ^ ''TJpf la 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 1 
76421-01 
Hoop - standard 
4130 Steel, y/' x 0.035 Sqr. Tube 


76423-07 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, y/' X 0.035 Sqr. Tube 
i'ioyz. 


Step 2 
Machining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1"tube - hoop 
4130 Steel, 1" x 0.065 Sqr. Tube 
ILOO'i^ 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 


Step 6 
. 2 
76423-06 
Stud 
1018 Mild Steel, 5/8" Dia. 
Zo/^ ^ ^ 


Step 7 
.2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
/S03^ 


. A/R 
~ 
Welding Rod 
ER70S-2 


Step 9 
Finishing and Inspection 
None 


^ 
I , 
L-Or\cx 
CARGO BASKET HOOP FABRICATION - 76423 
(^»TOP|>erp 
^ 


General 


These instructions apply to cargo basket attachment hoop 76423-01 (médium AS350 basket) and 76423-07 
(long AS350 basket). Refer to the following drawings, at the current revision, for dimensions and détails: 


76423, Revision 2 - 
Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Notes 


1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. AIways pull with consistent speed through the bend, do not stop during the pull, and do not over-puil 
once the stop is reached. 


Work Order: 
Jonc, 
Complété 
^ 
(initial or SCA #) 
Date Open: 
j (p 


1. Yi Hoop Fabrication ->1" hoop 
Ap-rv?- 


a. Cut 72" X 0.035 material to 22.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 1^1 


ii. Lower bend stop: IZmrrV^ |o3^ 


i» f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. fnsure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 17 1/8" (Outside to outside) 


ii. adjust upper stop for height if required 


2. /4 Hoop Machining-34" hoop - Handie Provisions (84262-01) ;^J) OC 
AO 
A 


a. Start with 34" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY 0 on far, right edge of Jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 
e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(initial or SCA#) 


3. Yi Hoop Fabrication - 
1" hoop 


a. Cut 1" X 0.065 material to 
one end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. Yi Floop Machining - 1" hoop 
O"? /^-0"1'AD-C>'?'AP-Q^ 


a. Start with 1" Yi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.893" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Yi" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
^ 
P-OTAO'O'^ ^VO'^ AQ-o? AP-ô> 


a. Set 1" hoop in hoop jig. Insert Î4" hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto Yi" hoop. Trim Yi" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


6. Welding-Lugs 
~o'^ Aù 
/fQ -o^ 
a. Insert two 76423-05 lugs (médium basket) or 76423-06 lugMlong bask^ into holes in 1" hoop. 
Seat flush with inboard face of tube using a C-clamp or vise/AttachT^' spacing jig with 3/8-24 


bolts to lugs. 


b. TIG weld ail around both sides of lugs. 2 places. 


c. Record lug and welding rod PO/WO on attached material list. 
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CARGO BASKET HOOP FABRICATION - 76423 
Complété 


(Initial or SCA #) 
7. Welding-Handie Bushings-84262-01 
ÂÙVT Al>~<ysr 
^ 
Ao 


a. Insert 84271-01 bushings into Vi" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-Hoop Assembly 
/4 & -<7^ 
OS" 
Af) Q'Ç /IJ) 0^ 


a. Insert 1" hoop from step 6 and Yi" hoop from step 7 into hoop jig. Seat Yi" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around K" hoop in slot. 


d. Cap Yi" -1" tube joint with 76423-04 cap. TIG weld around cap. 


e. Record cap and welding rod PO/WO on attached material list. 


9. Finishing and Inspection 
y^D-09 
AQ-o? AD 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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Work Qrder: 
H "7 


Date Ooened: ^ " 
f^rc ^ 
(e 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Hoops 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 1 
A^fA 
76421-01 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 


,r 
76423-07 
Hoop - attachaient 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
__ 
1/2" Tube-hoop 
4130 Steel, Vi' x 0.035 Sqr. Tube 
l 5 ^72. 


Step 2 
Machininq 
None 


Step 3 
1/2 Hoop Fabrication - 1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1"x 0.065 Sqr. Tube 
! 
LO<0'2 


Step 4 
Machininq 
None 


Step 5 
Joint Préparation 
None 


Weldinq 


Step 6 
. 2 
76423-06 
Stud 
1018 Mild Steel, 5/8" Dia. 
2 
O/Ç -û é 


Step 7 
. 2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
/ "20 3 
5" 


. A/R 
Weiding Rod 
ER70S-2 


Step 9 
Finishing and Inspection 
None 
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ei 
MHD. <* DUfUUVD II m 
«MR. 
WKtf. u« «M a iHuiua 
Ttt «TV tomn V «M ca« i» tr «orae •• hmn 
rai 
m m 
Mut 
M M 
ifMMi 


NI11ALS 
DATC 
KScmpDON ce change 


NITIAL ISSUE 


HTLE BtOO< uWtAffiP; ftWIiAT UFOAnP: léWTM Of 5TU05 OTO 09 • 
0») 
CAP hTDi 0*) UPOATO; MANCa HW^aOwi QTCM œ) AQOED 


05J('®*25-01 ASS'T) 


06)(W2i-07 ASS'T) 


NOTES 


1. 
AIL BURRS ANO BREAK SHARP EDGES 


2. ORIU #30 VENT HOLE M HOOP TOR VCNTMC OF «ELD CASES 


BASKET HANOLE 
PROVISIONS ASSEMBLY 


3. «CLOMC OF 4130 STEEL TO BE COMPLETEO BY CTAW HEmOO TO At4S26B5C 
WELOPIC ROO SHALL CONFORM TO AUS eR70S-2 OR EOUIVALOIT 
^^ULL SLOT WTO ITEU I' TUBE AS SHO«N. CONTOR END OF 1/2* TUBE 
TO UmiMIZE CAP emuiEEN 1* TUBE ANO ITEM 1/2* TUBE 
/^ADJUST SLOT OF CAP (78423-04) TO RT AS REOUIRED 


^BASKET HAM)L£ PROVISIONS ARE INSTAUCO IN ACCORDANCE WTH AERO OESKM 
DRAWNC 84262. DIMENSIONS AND PARTS SHOWN ARE FOR REFER^CE ONLY 


CTAW 


DRRJ. Kl (0.313) 
2 PLACES 


VIEW C-C > 


SCALE 1 
TVPICAL 2 PLACES 
nP 3 njtCES 
BOTH SOCS 


r"-i 
(12.63) 


11.000 


r TUBE (REF) 
TAP ORLL 0 
(0.332) 
TAP 3/8-24 Uir-2A 
0,73 OEEP 
1/2 TUBE (REF) 


05J STUD 
sdtti i 


CTAW 
•0.63 REF 


I ni 
VIEW A-A 


SCALE » : 1 
. 
TAP ORRJ. 0 
(0.332) 
TAP 3/8-24 UNF-2A 
075 OEEP 


06 STUD 


@ 
CAP 


1/2* TUBE (REF) 


VIEW B-B 


SCN^ I : I 
r TUBE (REF) 


64272-01 
64262-01 
BA9CT HANDIE PROWSKMS ASSEWLT 
1010/1020 
IRLO STEa 
Aig loiovioaô 
WLO STEa 
CAP 
tUBE i/w 
MU) STEa SHEET 
4130 sm 
coNo. N 
DRU #30 (0.129) 
MOTE 
SOR TUBE 
1 * 0.088 SOR HJBE 
R» tM 
4i30^iEa eoND H 
ML-T-673e 
AHACHMENT HOOP ÀSSDtfL 
76423-01 
ATTACKUENT HOOP ASSEMBLY 


PART NO 


UST OF MATERIALS 
AERO DESIGN LTD 
R. RATHHCLL 
24 JAN 08 
06864 NALASPMA SOAO 
POnU. RIVER. BC. CANADA. VBA 003 
01) ATTACHMENT HOOP ASSEMBLY 


SCALE 1 : 1 


E. BUPCOm 


UNLE5S 01HERWSE SPEOnCO 
OMENSONS ARE IN WCHES 
TOLERANCES ON: 
KCMAIS 
ANGLES 
KW ±0.010 
±\/2' 
±0.03 
±0.1 


EUROCOPTER AS350 & AS355 SERIES 
OUtCK RELEASE CARGO BASKET 
ATTACHMENT HOOP ASSEMBLY 
07) ATTACHMENT HOOP ASSEMBLY 


USEO ON 78411 
AU FEATURCS SMLAR TO 76423-01 EXCCPT STUDS. SB SECTION Q-C 


SCALE 1 : t 


SCALE I : 1 
76423 


X 


NoffWiclature: 
ManufactUTer 


Aero Design Ltd. 
^ 


9888 A Malaspina Rd,Powell^River, BC, y^ 
f)G3 


Phone: 604-483-2376 Fax: 604-483-2372 E-fnàÏÏrïnfo®)aerodesign.ca 


AMF 73-04 


.-. 
LÏ-j. 
SidL 


No. of pièces: 


Part No.: 
Sériai / Batch No,:^ 
TTSN: K'/A 
Rem;: 
Work Order No.: 
O/f^— 
Remaining Tasks to be Performed: Vu-^ld in pL-% t e 


t/) 
(/) 
0^ 
u 
o 


Signature:, 
Date: f/\> 
jZ, 0/if 


f 
< \ 
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